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Amendments to the specification: 
Page 2, the par. beginning at Hjie 3: 

Also, other welding methods are known for example in auto- 
motive or aeronautical engineering for joining components of 
light metals with components of steel ♦ Mechanical jointing 
procedures and cementing techniques are used in this connection 
for forming a spot-like or a^ial areal connection between a 
work piece of light metal and a work piece of steel. Friction 
weld joints of this material combination are performed with 
structural components generally only in the form of bolt fric- 
tion welds . The friction weld processes used up to now are not 
suitable to join materials over an extended section in a mate- 
rial-interlocking manner. Therefore, work pieces which have 
been joined by friction welding do not have the strength re- 
quired for many joints. 

Page 4, the par. beginning at line 26: 

The interconnection of the work pieces can be improved in 
that a pressure is applied to the material -fee being plasticized 
so that, after cooling of the material, the lower work piece is 
joined to the upper work piece - 


2 


PAGE 2/6 * RCVD AT 7/12/2006 9:59:51 AM [Eastern Daylight Time] 1 SVR:USPT0-EFXRF-1/18 * DNIS:2738300 * CS1D:72432700M * DURATION (mm-ss):01-44 


07/1^/2006 09:02 7243270004 BACH PAGE 


Page 6, the par. beginning at line 3: 

The pin-like projection and/or the shoulder may be pro- 
vided with a wear layer so that the apparatus provides a reli- 
able connection between the work pieces. The wear layer may 
consist of diamonds or another hard material in order to im- 
prove the - 1 - ivo life and operation of the apparatus. 


Page 6, the last par. extending to page 7: 

The tool 10 is pressed axially against the work piece 13 
and is rotated so that between the tool 10 or, respectively, 
the projection 11 thereof, friction heat is generated which lo- 
cally plasticizes the adjacent material of the work piece 13 
permitting the projection 11 to advance into and through the 
work piece 13. When the prcjection 11 of the tool 10 has ad- 
vanced through the work piece 13, it comes into contact with 
the surface of the work piece 14. When the welding tool 16 has 
locally plasticized the work piece 13 (for example of alumi- 
num), as a result of the pressure applied to the tool, the 
plasticized material is pressed by the shoulders 13 into the 
grooves 16 (Fig. 16) (Fig, lb) . The shoulder 12 of the tool 10 
generates, because of the axial force applied thereto, a pres- 
sure in the plasticized material of the work piece 13. Then 
the welding tool 10 is moved along a predetermined connecting 
area. 
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